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[51] ABSTRACT 
In a method for the conveying of workpieces such as 
printed circuit boards along a conveying path in steps 
wherein for temporary buffering storage the work 
pieces are diverted along at least one loop with two 
temporary storage paths running in opposite directions, 
the invention ensures that the workpieces are not in 
verted and are kept in the same order since the length of 
such paths being changed jointly in a way dependent on 
an increase and decrease of the degree of charging 
thereof, in the case of which after each number of steps, 
equal to the number of steps of the conveying path the 
overall temporary storage device is moved by one step 
and therebetween'after each step of the conveying path 
the temporary paths are moved with the temporary 
storage device inactive through respectively one step 
and after each movement of the temporary storage 
paths with the temporary storage device inactive and 
the end of the temporary paths there is a parallel trans 
fer of the workpieces from one temporary storage path 
to the next one. 

17 Claims, 5 Drawing Sheets 
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DEVICE FOR CONVEYING WORKPIECES 

BACKGROUND OF THE INVENTION. 

The invention relates to a method and to a device for 
the conveyance of workpieces, more especially in the 
form of circuit boards, in sequence along a conveyance 
path in steps. 
The production of circuit boards or like articles in 

volves their conveyance through various working sta 
tions of an automatically controlled production line. If 
failure of one working station occurs, the flow of mate 
rial will be interupted at this point. On the other hand it 
is normally not possible for the supply of further mate 
rial to be interrupted and it is thus necessary to tempo 
rarily store the workpieces until the failure has been 
dealt with. In this respect it is to be taken into account 
that more especially in the case of the production of 
circuit boards batches of identically sized boards may 
be comparatively small and that after each batch has 
run through the plant retooling is needed at each indi 
vidual station, this generally being performed automati 
cally. A change in the sequence of the series of circuit 
boards might thus lead to interference with the entire 
production process and make complex adjustments 
necessary. Furthermore, it is to be taken into account 
that inversion of the workpieces as a result of the tem 
porary storage is undesired. 
There has already been a proposal to provide a circu 

lating element with peripherally arranged receiving 
compartments for the temporary storage of workpieces. 
However when using this device it is only possible to 
avoid inversion of the workpieces, if the circulating 
element is driven in opposite directions for storing and 
releasing the workpieces, this not only involving a 
change in the order of the workpieces but also at the 
same time having to hold up the supply of further work 
pieces. This however means that the above require 
ments are not ful?lled. 

SUMMARY OF THE INVENTION. 

Taking this prior art as a starting point, one object of 
the present invention is to make it possible for the work 
pieces to be temporarily stored during conveyance in 
such manner that the order and position of the work 
pieces is not changed. 
A further object of the invention is to nevertheless 

make possible stepwise ?lling of the temporary storage 
device without intermediate emptying. 

In order to achieve this or other objects appearing 
herein, the invention provides a method in which for 
temporary storing the workpieces are able to be di 
verted via at least one loop with two temporary storage 
paths running in opposite directions transversely in 
relation to the conveying path, the length of the paths 
taken jointly being varied in accordance with an in 
crease or decrease in the degree of charging thereof, 
and after each number, corresponding to the number of 
temporary storage paths present, of steps of the convey 
ing path the entire temporary storage device is moved 
by one step respectively with the temporary storage 
paths in it stationary and therebetween after each step 
of the conveying path the temporary storage paths are 
moved by one respective step with the temporary stor 
age device stationary and after each movement of the 
temporary storage paths there is a transfer, parallel to 
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the conveying path, of the workpieces from one tempo 
rary storage path to the next one. 
Taking as a starting point a system with longitudinal 

conveying device and a temporary storage device ar 
ranged transversely thereto the object of the invention 
may be attained by such a design that the longitudinal 
conveying device runs through a basket able to be 
moved transversely in relation to it, and on the basket 
there are at least two continuous lifts (that is to say lifts 
with two upright runs moving in opposite directions so 
that articles may be moved vertically by one run,_and 
sometimes referred to by their German designation, 
“paternoster lif ”) arranged in parallelism to the direc 
tion of motion of the basket and offset in relation to each 
other in the direction of motion of the longitudinal so 
that they may be driven in opposite directions, such 
continuous lifts being able to have their arms ?tted with 
workpiece carriers able to be moved in parallelism to 
the longitudinal conveyance direction and intersecting 
in the part between the arm ends and are secured to 
prevent sliding and at the arm ends the continuous con 
veyors are able to be shifted by means of a sliding de 
vice, which provided on the basket, in opposite direc 
tions an amount equal to the spacing between the con 
tinuous lifts in parallelism to the longitudinal conveying 
direction. 

This design ensures that the temporary storage de 
vice is ?lled from its outlet so that as regards storing the 
workpieces it is question of ?rst in ?rst out at the outlet, 
while the temporary storage device may be further 
?lled while the ?rst workpiece to be put in is available 
at the outlet. When workpieces are able to be dis 
charged from the outlet of the temporary storage de 
vice, ?lling of the latter is halted and the workpieces 
move through it continuously without changing their 
order so that irrespectively of whether the temporary 
storage device is ?lled or only partly ?lled, the tempo 
rary storing action is to be terminated or interrupted 
and the production line is to be supplied with work 
pieces in the desired order without having to interrupt 
the further supply of material prior to ?lling up the 
temporary storage device to a greater degree. There is 
thus the advantage that between sequential storing op 
erations with incomplete ?lling of the temporary stor 
age device intermediate emptying of the temporary 
storage device is not required The invention thus en 
sures a continuous buffering or temporary storing ef 
feet. A further advantage of the invention is to be seen 
in the fact that owing to the opposite motion in the 
storing paths and the transfer between them in a direc 
tion parallel to the paths, on passing through the tempo 
rary storage device the workpieces are not turned or 
inverted and thus not only leave the temporary storage 
device in the desired order but also in the desired posi 
tion and with the desired alignment. 

In order to ?ll up the temporary storage device the 
two oppositely moving storage paths, which are formed 
by the parts of the continuous lifts which extend over 
the longitudinal conveying device, are extended and 
reversed by suitable operation of the basket containing 
the temporary storage device. In the case of motion of 
the articles through the temporary storage device in its 
?lled or partly ?lled condition, the length of the tempo 
rary storage paths is kept constant simply by not caus 
ing the basket to move, this leading to a simple control 
system. 

In accordance with a further development of the 
invention it is possible for the basket to be accommo 
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dated in a tower, which has the longitudinal conveying 
device passing through it, so as to be able to be moved 
upwards and downwards, the clearance height of the 
tower exceeding the height of the basket by an amount 
at least equal to the length of the straight arms of the 
continuous lifts. In this respect the conveying device 
may be arranged with a ground clearance equal to at 
least the length of the straight arms of the continuous 
lifts. These features lead to a compact arrangement 
requiring only a small amount of floor space, since the 
workpieces are then able to be temporarily stored over 
each other. 

It is an advantage if two mutually offset continuous 
lifts are driven in‘ opposite directions by at least one 
bevel drive so that one input and two outputs are con 
nected together. The result is then automatically the 
desired oppositely directed motion of the continuous 
lifts and at the same time precise synchronism. 

It is convenient if the mutually offset continuous lifts 
have bearer rails which are attached to endless chains 
running round the upper and lower end of the basket, 
and extending in the direction of motion of the longitu 
dinal conveying device, the workpiece carriers being 
able to be received on such rails for sliding motion 
thereon. These features make possible smooth transfer 
of the workpiece carriers from one continuous lift to 
another and then back again. ' 

In accordance with a further expedient feature of the 
invention at least the bearer rails provided on one side 
of the longitudinal conveyor device of the two continu 
ous lifts and the guide elements ?tting between the 
bearer rails of the workpiece carriers are in the form of 
elongated prisms, this leading to the advantage of a 
reliable interlocking action in a direction across the 
desired direction of motion. 

In accordance with a further development of the 
invention in the direction reversing parts provided at 
the upper and lower ends of the basket, of the continu 
ous lifts, the workpiece carriers may be secured by 

a means of guide rails arranged in parallelism to the direc 
tion of continuous lift motion, in order to prevent slid 
ing out of position, such guide rails having a guide chan 
nel, ending in the reversal part, for a holding element, 
extending therethrough, of the workpiece carriers. This 
ensures that the workpiece carriers are not able to be 
become displace of their own accord in a direction 
parallel to the longitudinal conveyor device when not 
in the desired transfer position. 
A further possible feature of the invention is one in 

which the transferring device is in the form of a circu 
lating member ?tted around the continuous lifts and 
which is provided with entraining means with which 
opposite holders, provided on the workpiece carriers 
may be engaged and disengaged. This ensures that the 
transfer of the workpiece carriers from one continuous 
lift to the next one and the return in the opposite direc 
tion may be performed using one and the same compo 
nent, this leading to a simpli?ed construction and a high 
degree of functional reliability. 

In accordance with a further advantageous feature of 
the invention the longitudinal conveyor device, which 
is in the form of a belt guide comprising mutually offset 
belts, has a respective gap in the vicinity of each contin 
uous lift. This ensures that the workpiece carriers, 
which intersect with the longitudinal conveyor device 
are able to have at least one transverse beam extending 
over the breadth of the basket, so that the support rails 
are able to be attached to the beams which are able to be 
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4 
placed between the belts of the belt guide, this consider 
ably simplifying the design. 

Further advantageous developments and features of 
the invention will be gathered from the ensuing account 
of only one preferred embodiment thereof with refer 
ence to the drawing and in connection with the claims. 

BRIEF DESCRIPTION OF THE DRAWINGS. 

FIG. 1 is a side view of an apparatus in accordance 
with the instant invention. 
FIG. 2 is a plan view looking down on the arrange 

ment of FIG. 1, partly in section. ‘ 
FIG. 3 is an end-on view of the basket containing the 

temporary storage device or buffer magazine. 
FIG. 4 shows a detail of the arrangement of FIG. 3. 
FIG. 5 is a side view of the basket in a middle posi 

tion. 
FIG. 6 is a ?ow chart for the material being conveyed 

in the apparatus in accordance with the invention. 

DETAILED DESCRIPTION OF THE 
INVENTION ‘ 

The temporary storage device shown in FIG. 1 com 
prises a tower 1 with four corner columns 2, which are 
arranged at the corners of a rectangle, as will best be 
seen from FIG. 2. At their inwardly directed edges the 
corner columns 2 are provided with adjustable guide 
rails 3, on which a basket 4 runs upwards and down 
wards in the tower 1. For this purpose the basket 4, 
which is formed by a cubic frame with beams at the 
corners, is provided with wheels 5, which are placed at 
its upright outer edges and right angles to each other 
and run on the facing sides of the guide rails 3, as will 
also be best seen from FIG. 2. The basket 4 is suspended 
on lifting chains 6 which at the top end of the tower 1 
run over bend pulleys and run to drive wheels 8 which 
are driven by a lifting motor 7 attached to the tower 1. 
The clearance height of the tower 1 leaves suf?cient 
vertical clearance for motion of the basket 4. 
The tower 1 straddles a longitudinal conveyor device 

9 which is in the form of a vertically immovable belt 
guide having a suitable ground clearance, by which the 
workpieces such as circuit boards or the like may be 
conveyed in order to a processing station. The longitu 
dinal conveyor device 9 in this respect extends horizon 
tally through the basket 4, which is mounted in the 
tower 1 so that it may move vertically. The ground 
clearance of the longitudinal conveyor device 9 is such 
that it extends through top of the basket 4 in the lowest 
position of the basket 4, shown in FIG. 1. The degree of 
vertical freedom of the basket 4 is such that it may be 
raised to such an extent that the longitudinal conveyor 
device 9 extends through it in the uppermost position in 
the lower basket part. 
The basket 4 is provided with two continuous lifts 10 

and 11 which are offset mutually in the direction of 
motion of the longitudinal conveyor device with bend 
axes 12 located over each other parallel to the longitudi 
nal conveyor device. One of these axes is over the longi 
tudinal conveyor device 9 and the other is below it. The 
up and down runs of the endless continuous lift 10 and 
11 thus intersect the conveyance plane of the longitudi 
nal conveyor device 9. Each continuous lift 10 and 11 
may be best seen from FIG. 3 to consist of two endless 
runners 13 and 14 which are placed opposite to each 
other so as to ?ank the longitudinal conveyor device 9 
on the outer sides of the basket parallel to the longitudi 
nal conveyor device. The mutually adjacent runs of the 
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runners 13 and 14 slidingly bear palette-like workpiece 
carriers 15 or trays on their side ledges. For this purpose 
the oppositely placed endless runners 13 and 14 are 
equipped with rails 16 on their entire periphery, such 
rails 16 extending in the direction of motion of the longi 
tudinal conveyor device 9 and serving to form duct 
channels 17 with a mutual spacing between them. The 
palette-like workpiece carriers 15 possess lateral wheels 
18 which may be inserted into the guide channels 17. 
Adjacent to a runner, in the case of the design of FIG. 

3, adjacent to the right hand runner 14 the rails 16 and 
accordingly the guide channels 17 delimited by them 
and the wheels 18 ?tting into them have a rectangular 
cross section. Adjacent to the opposite runner, in the 
present case the left hand runner 13, the rails 16 have 
such a cross section that the guide channels 17 have the 
cross section of a prism. The wheels 18 with a suitably 
adapted form are thus laterally positively held in place 
that is to say held in place in a direction which is trans 
verse in relation to the length of the rails 16, this best 
being seen from FIG. 4. 
The runners 13 and, respectively, 14 consist of two 

pairs of chains spaced out over the length of the rails 16 
which they carry. The chains run over bend members 
19 arranged at the top and bottom of the basket, such 
bend members 19 being mounted on the shafts 120 
which de?ne the axes 12. The shafts are in the form of 
drums in order to guide the rails 16 at the point of 
change in direction, as will best be seen from FIG. 2. 
One of the shafts 12a’, in the present case the respective 
upper shaft, is driven. A drive motor 20 is mounted on 
the basket 4 for driving the oppositely placed runners 13 
and 14 of the two continuous lifts 10 and 11. 
The two continuous lifts 10 and 11, which are placed 

one after the other in the conveying direction of the 
logitudinal conveyor device 9, are driven in opposite 
directions. The upstream continuous lift 10 is, as may be 
seen from FIGS. 1 and 5, so driven that the adjacent 
runs, ?anking the longitudinal conveyor device 9, of its 
runners 13 and 14 move in an upward direction. The 
downstream continuous lift 11 is so driven that the inner 
runs, which ?ank the longitudinal conveyor device 9, of 
its runners 13 and 14 are moved from the top towards 
the bottom. In order to provide for this oppositely di 
rected motion there is a respective bevel drive 21 ar 
ranged between aligned shafts 12a of the two runners 13 
and, respectively, 14, such bevel drive having an input 
connected by gear means 22 with the drive motor 20 
and two outputs connected with the shafts 12a and 

I rotating in opposite directions. The two gear means 22 
on the two sides of the bevel drives 21 arranged on the 
two sides of the basket 4 are bridged over by a shaft 23 
extending along the full length of the basket 4, and 
which is driven by the drive motor 20 so that there is 
precisely synchronous operation. As will be seen from 
FIGS. 1 and 2 the drive motor 20 is mounted on the 
basket. 
As will best be apparent from FIG. 5, the workpiece 

carriers 15 are transferred at the top end of the straight, 
inner runs of the continuous lift runners 13 and 14 by the 
upward continuous lift onto the downward continuous 
lift 11 and at the lower end of the straight inner run of 
the continuous lift runners 13 and 14 are transferred 
from the downstream continuous lift 11 to the upstream 
continuous lift 10 so that there is a circulation of the 
workpiece carriers 15. The number of the workpiece 
carriers 15 on each continuous lift 10 and 11 is at least 
less than the number of guide channels 17 present at the 
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the respective straight inner runs of the continuous lift 
runners 13 by about unity and more especially exactly 
unity, the free guide channel 17 being in each case the 
uppermost or lowermost guide channel of a continuous 
lift. Even in the extreme end positions of the basket 4 
this guide channel is located over and, respectively, 
under the longitudinal conveyor device 9 so that the 
circulation of the workpiece carriers 15 crosses the 
conveyance plane of the longitudinal conveyor device 9 
in the vicinity of the upstream continuous lift 10 in an 
upward direction and in the vicinity of the downstream 
continuous lift 11 in a downward direction. The Work 
piece carriers 15 in the guide channels 17 are aligned to 
be in parallelism with the longitudinal conveyor device 
owing to the alignment of the rails 16 to be parallel to 
the longitudinal conveyor device and on transfer from 
one continuous lift to the other they are transferred in a 
direction parallel to the longitudinal conveyor device. 
The workpiece carriers 15 thus not turned even al 
though the continuous lifts 10 and 11 are moved in 
opposite directions; the workpiece carriers 15 are not 
turned over and maintain their alignment, that is to say 
the upper side of the workpiece carriers 15 remains 
facing upwards during the full circuit. 

In order to effect transfer of the workpiece carriers 
15 over the longitudinal conveyor device 9 downstream 
and under the longitudinal conveyor device 9 upstream 
the basket 4 is provided with a transfer device 24, which 
is in the form of a circulating member ?tting round the 
two continuous lifts 10 and 11, as is indicated in FIG. 1 
and, in more detail, in FIG. 5. In the vicinity of the 
upstream and downstream end of the basket 4 the circu 
lating member which forms the transfer device 24 has 
vertically extending branches, that is to say branches 
extending through the plane of the longitudinal con 
veyor device 9 and in the vicinity of the upper and 
lower ends of the straight runs of the continuous lift 
runners 13 and 14 it has horizontally extending branches 
which extend horizontally, that is to say parallel to the 
longitudinal conveyor device and in the direction of 
displacement of the workpiece carriers 15. In FIG. 2 the 
transfer device 24 is omitted in order to make the draw 
ing more readily intelligible. The circulating member 
forming the transfer device 24 is formed by an endless 
chain or and endless belt, which is trained over the bend 
members 25 arranged at the corner points of the rectan 
gular course, the axes of the bend members 25 extending 
transversely in relation to the direction of conveyance 
of the longitudinal conveyor device 9. The bend mem 
bers 25 are mounted on shafts 26 de?ning these axes, 
one of such shafts being connected via gear means 27 
with a drive motor 28 mounted on the basket 4 as will 
also be seen from FIG. 5. The circulating member 24 
forming the transfer means 24 is provided with in 
wardly projecting drive members 29 on its periphery 
which in the present case are simply in the form of pins 
adapted to come into engagement with the workpiece 
carriers 15 or, respectively, the opposite holders on the 
carrier side when the workpiece carriers 15 are raised 
by the continuous lift 10 and lowered by the continuous 
lift 11. Owing to the upward motion of the upstream 
continuous lift 10 at the top end of the straight run of 
the continuous lift runners 13 and 14 are lifted into the 
downwardly projecting pins and at the lower end of the 
straight run of the continuous lift runners 13 and 14 are 
lifted in the form of a workpiece carrier 15a, which has 
been moved into the empty position marked in broken 
lines in FIG. 5, out of the upwardly projecting entrain 



4,964,498 
7 

ing members 29. Adjacent to the downwardly moving 
continuous lift 11 the workpiece carriers 15 are moved 
downwards into the upwardly projecting entraining 
members 25 and at the top are lifted out, in the form of 
a workpiece carrier which has been'placed in the empty 
position 15a, from the downwardly extending entrain 
ing members 29. FIG. 4 shows the engagement during 
the transfer action adjacent to the top end of the contin 
uous lift. The operation or control of the transfer device 
24 and the arrangement of the entraining members‘ 19 
and the opposite holders on the workpiece carriers 
associated is so designed that at the top and lower ends 
respectively of their upward and downward motion the 
workpiece carriers 15 enter one of the entraining mem 
bers waiting in the appropriate positions. 
At the respectively uppermost and lowermost guide 

channel 17 of the straight channel of the continuous lift 
runners 13 and 14 the mutually aligned guide channels 
17, in which a transfer of the workpiece carriers takes 
place, are open along the facing sides so that transfer 
may take place. In the case of a larger distance between 
the adjacently placed continuous lifts it is possible to 
have stationary guide elements, aligned with the guide 
channels, in the intermediate space. In the part between 
these transfer positions, that is to say from a point above 
the lowermost guide channel as far as a point under the 
uppermost guide channel of the straight runs of the 
continuous lifts runners 13 and 14 the workpiece carri 
ers 15 are locked in the length direction of the rails 16 
and accordingly locked in the direction of transfer. For 
this purpose there are guide rails 30, shown in FIG. 2, 
running in parallelism to the direction of lifting and 
lowering of the continuous lifts, such rails 30 respec 
tively forming a guide channel, ending in the upper and, 
respectively, lower displacement position, for holding 
elements 31, provided on the workpiece carriers 15 in 
the form of rollers or the like. The guide rails 30 may be 
in the form of channel section opening transversely in 
relation to the direction of displacement, that is to say in 
the present case opening to the outside. Such channel 
section rails run vertically, that is to say in parallelism to 
the direction of motion of the continuous lifts 10 and 11 
and they are so arranged between the transfer positions 
that the holding elements 31 of the respectively upper 
most and lowermost guide channel 17 of the straight 
run of the continuous lift runners 13 and 14 are released. 

In the present case the workpiece carriers 15 consist, 
as will also be seen from FIG. 2, of a transverse beam 32 
bridging over the distance between the continuous lift 
runners 13 and 14, on which beam support bars 33, 
extending in the direction of action of the longitudinal 
conveyor device 9, are secured like the tines of a rake. 
The outer support bars may in this design carry the 
rollers 18, ?tting into the guide channels 17, and may 
carry the holding element 31 ?tting into the guide rail 
30. The longitudinal conveyor device 9, which is twice 
intersected by the workpiece carriers 15 in their closed 
circuit is, as may be seen from FIGS. 1 and 5, provided 
adjacent to the basket 4 with two interruptions 34, 
which are so arranged that the transverse beams 32, 
extending over the full width, of the workpiece carriers 
15 on intersecting the conveying plane of the longitudi 
nal conveyor device 9 may pass therethrough. As 
looked at across the width the longitudinal conveyor 
device 9 consists of a number of spaced belts, between 
which the support bars 33 of the workpiece carriers 15 
may pass. For driving the inlet section of the longitudi 
nal conveyor device 9 there is a drive motor 35 secured 
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8 
to the tower 1 with output gearing 36. The output sec 
tion of the longitudinal conveyor device 9 is separately 
driven from the inlet section in the same manner. The 
interruptions 34 are in this case adjacent to the down 
stream side of the respectively associated continuous 
lift. The section located between these two interrup 
tions 34 of the longitudinal conveyor device 9 is suitably 
driven with the outlet section. The separate driving 
facilities of the sections of the longitudinal conveyor 
device makes possible selective operation and discon 
tinuance of the supply of material and of the output of 
material from the temporary storage device here illus 
trated. 
During the case of normal, regular operation of the 

manufacturing stations supplied by the longitudinal 
conveyor device 9 all the sections of the longitudinal 
conveyor device 9 are driven and the continuous lifts 10 
and 11 are placed in such a neutral setting that the con 
veyance plane of the longitudinal conveyor device 9 is 
located between two consecutive workpiece carriers 15 
so that the workpieces placed on the longitudinal con 
veyor device 9 may be conveyed through the tower 1 
without change in direction. In the case of a failure the 
output section of the longitudinal conveyor device 9 is 
put out of operation and only the input section will be 
left running. The incoming workpieces are temporarily 
stored by operation of the present temporary storage 
device until the failure of the plant has been repaired. 
For this purpose the workpieces are lifted with the aid 
of the workpiece carriers 15 at the continuous lift 10 
moving the workpiece carriers upwards from the longi 
tudinal conveyor device 9 and stored thereover, the 
paths, located over the longitudinal conveyor device 9, 
of the two continuous lifts 10 and 11 forming two paral 
lel temporary storage paths connected by the transfer 
device 24 with each other, the length thereof being able 
to be modi?ed by the lifting the basket 4, as will readily 
be seen by a glance at FIGS. 1 and 5. On removing the 
workpieces from temporary storage the workpieces 
placed on the workpiece carriers 15 are deposited adja 
cent to the continuous lift 11 conveying the workpieces 
on the workpiece carriers 15 in a downward direction 
on the longitudinal conveyor device 9, the temporary 
storage paths located above the longitudinal conveyor 
device 9 being shortened by lowering the basket 4. The 
parts, located under the longitudinal conveyor device 9, 
of the continuous lifts 10 and 11 form two workpiece 
carrier return paths, which are joined together by the 
transfer device 24 and whose length may be changed in 
a direction opposite to the length of the temporary 
storage paths. 
The removal of the articles from temporary storage, 

that is to say the emptying of the ‘temporary storage 
paths, takes place when further material is supplied. If 
the supply of further material takes place without inter 
ruption at the end of the temporary storage operation 
the material will flow through the temporary storage 
paths, the length of the paths being the same in this case 
owing to the fact that the basket is not moving. Irre 
spectively of whether the basket is being moved or not, 
that is to say whether there is removal from temporary 
storage or not, the workpiece carrier respectively 
reaching the transfer position at the top end of the con 
tinuous lift is shifted from the input continuous lift 10 
running upwards to the output downwardly moving 
continuous lift 11, the number of the workpiece carriers 
located under the transfer position depending on the 
actual position of the basket 4, which, as we have seen, 
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is halted in one position during operation without stor 
age and during storage or removal from storage is lifted 
or lowered. 
The drive of the respectively moved members takes 

place in steps with such a correlation that the respective 
desired operation mode, that is to say continuous con 
veying, taking into temporary storage or removal there- . 
from is achieved. During continuous conveying 
through the temporary storage device, that is to say 
with diversion of the workpieces in a loop between the 
inlet and outlet sections of the longitudinal conveyor 
device 9 the rates of the longitudinal conveyor device 9 
and of the continuous lifts 10 and 11 placed on the bas 
ket which is then stationary, and of the transfer device 
24 are equal. Only the phases of motion are so offset in 
relation to each other that trouble conditions may be 
avoided. During taking into temporary storage and 
removal therefrom the continuous lifts and the basket 
are alternately moved in steps. Their rate is in this case 
only half as the rate of the longitudinal conveyor device 
9. The same applies for the rate of the transfer device 
24. The two temporary storage paths are then made 
longer or shorter by the same amounts, it however 
being possible to maintain a ?ow of material in the form 
of a loop running upwards adjacent to the continuous 
lift 10 and running downwards adjacent to the continu 
ous lift 11 so that the workpieces may in any case be 
kept in the same order on discharge from the longitudi 
nal conveyor device 9 and taken off the latter again, in 
which respect owing to the linear displacement of the 
workpiece carriers by means of the transfer device 24 
there is no turning over of the workpieces despite the 
?ow of the material along a loop. 
The mutual matching of the phases of motion of the 

individual members during the different modes of oper 
ation is best indicated in FIG. 6. In this ?gure in each 
case one conveying plane of the longitudinal conveyor 
device 9 and the position of the workpiece carriers 
located thereover and charged with workpieces is indi 
cated, such carriers being numbered 1 through 6 in 
accordance with their order. The ?gures parts 6a 
through 6k relate to the “taking into store” mode. The 
?gure parts 61 to 60 relate to the mode “run-through 
after temporary storing” ‘and the ?gures parts 6p 
through 62 relate to the “removal from storage” mode 
of operation. 
During taking into storage only the input section of 

the longitudinal conveyor device 9 is in operation. After 
each step of this section of the longitudinal conveyor 
device 9 there is alternately one step of the oppositely 
moving continuous lifts 10 and 11 or of thebasket 4. 
Together with each step following a-continuous lift 
step, that is to say together with each second step of the 
longitudinal conveyor device 9 the transfer device 24 
also performs a step in which it transfers the workpiece 
carriers 15, which have been brought into engagement 
by the preceding step of the continuous lifts 10 and 11 
with it at the upper end of the continuous lift 10 and at 
the lower end of the continuous lift 11, into the receiv 
ing positions, which owing to the preceding step of the 
continuous lifts are not occupied and are formed by the 
channels 17, of the respective other continuous lift. The 
initial situation as shown in the figure part 6a corre 
sponds in this respect to the position with the temporary 
storage device empty as is also indicated in FIG. 1. In 
this case the basket 4 is to be located in its lowermost 
setting so that the continuous lifts 10 and 11 extend past 
the longitudinal conveyor device 9 with one guide 
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10 
channel 17, that is to say one receiving positions for a 
workpiece carrier 15. The transfer devices 24 are then 
already to have vacated the one receiving position of 
the input continuous lift 10. The same applies for the 
lowermost receiving station of the continuous lift 11 
under the longitudinal conveyor device. The ?rst step 
which now takes place of the longitudinal conveyor 
causes the ?rst workpiece to be moved into the reach of 
the ?rst continuous lift 10, as is indicated in the ?gure 
part 60. After this the continuous lifts l0 and 11 perform 
one step, the workpiece being lifted from the conveying 
plane of the longitudinal conveyor device 9 and moved 
into the transfer position, as is indicated by the ?gure 
part 6b. The next step which now takes place of the 
longitudinal conveyor device is accompanied by a step 
of the transfer device 24 so that the ?rst workpiece is 
moved at the level of the transfer position within reach 
of the continuous lift 11 and a second workpiece is 
moved within reach of the continuous lift 10, this being 
indicated in the ?gure part 6c. Following this there is a 
step of the basket 4 so that the continuous lifts 10 and 11 
overlap the conveying plane of the longitudinal con 
veyor device with two receiving positions in each case, 
the lower one of such receiving positions being vacant 
as indicated in the ?gure part 6a’. During the ensuing 
step of the longitudinal conveyor device 9 a third work 
piece is moved under the second workpiece within 
reach of the continuous lift 10, as indicated in the ?gure 
part 6e. Then there is a further step of the oppositely 
moving continuous lifts so that the ?rst workpiece is 
moved adjacent to the continuous lift 11 by one position 
downwards and is accordingly is located in the ?rst 
position of the continuous lift 11 over the longitudinal 
conveyor device 9. The second and third workpieces 
are shifted adjacent to the continuous lift 10 through 
one position upwards, as will be seen from the ?gure 
part 6f. This shift of the workpiece is possible because, 
owing to the preceding stroke of the basket 4 as in the 
?gure part 6a’, the required vacant receiving positions 
are made available. At the same time the workpiece 
carrier receiving the ?rst workpiece moved out of en 
gagement with the transfer device 24 and the workpiece 
carrier with the second workpiece is moved into en 
gagement therewith. The reverse operation takes place 
at the lower end of the continuous lifts, as has already 
been indicated above. Then there is again a step of the 
inlet section of the longitudinal conveyor device and of 
the transfer device so that the second workpiece is 
positioned over the ?rst workpiece within the reach of 
the output continuous lift and the fourth workpiece is 
moved under the third workpiece within the reach of 
the input continuous lift 10, as is indicated in the ?gure 
part 6g. In the operational phase shown in the ?gure 
part 6h the basket 4 is again lifted through one step. 
Then, as indicated in the ?gure part 61' there is again a 
step of the inlet section of the longitudinal conveyor 
device 9. and, as indicated in the ?gure part 6j, a step of 
the oppositely moving continuous lifts so that the latter 
are again capable of receiving workpieces and during 
the next common step of the longitudinal conveyor 
device and the transfer device as indicated in the ?gure 
part 6k the third workpiece will have taken up a posi 
tion over the ?rst and second workpiece within the 
range or reach of the output continuous lift 11 the third 
workpiece, while in the range of the inlet continuous lift 
10 the sixth workpiece will have moved into place 
under the fourth and ?fth workpieces. It is in this man 
ner that the take up of workpieces may be continued 
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until the capacity of the temporary storage device is 
exhausted, that is to say until the basket 4 is in its highest 
position. 

In the case shown in FIG. 6 temporary storing is to be 
halted, and in fact the continuous lift 11 is to release the 
workpieces in step with the charging of the continuous 
lift 10 with further workpieces, the workpieces simply 
moving through the sections of the continuous lifts 10 
and 11 which overlap the longitudinal conveyor device 
9. During such run-through operation there is no mo 
tion of the basket 4. Each step of the longitudinal con 
veyor device and of the transfer device is accompanied 
by one step of the opposite continuous lifts. Starting 
with the situation as shown in the ?gure part 6k when 
the next step of the continuous lifts takes place the ?rst, 
second and third workpieces within the range of the 
continuous lift 11 are shifted downwards through one 
position, while the fourth, ?fth and sixth workpieces 
within the range of the continuous lift 10 are shifted one 
position upwards, the sixth workpiece being lifted clear 
of the longitudinal conveyor device, the fourth work 
piece is moved within reach of the transfer device, the 
third workpiece is disengaged from the transfer device 
and the ?rst workpiece is deposited on the longitudinal 
conveyor device, as will be seen from the ?gure part 61. 
When the next step of the longitudinal conveyor device 
and of the transfer device takes place a further, seventh 
workpiece is moved into place under the sixth work 
piece and the ?rst workpiece is moved out of the tempo 
rary storage device, while the fourth workpiece is posi 
tioned over the third workpiece, as will be seen from 
the ?gure part 6m. The next following step of the con 
tinuous lifts again leads to the situation as in the ?gure 
part 61 but with the difference that the second work 
piece is deposited on the longitudinal conveyor device 
and the seventh workpiece is the lowest workpiece 
within the reach of the continuous lift 10, as will be seen 
from the ?gure part 6n. The next step of the longitudi 
nal conveyor device and of the transfer device to take 
place the leads to the same situation as in the ?gure part 
6m with the difference that an eighth workpiece has 
been brought within the reach of the input continuous 
lift 10 and the second workpiece has been moved out of 
the temporary storage device as the reader will be able 
to see from the ?gure part 60. This run-through opera 
tion may be continued inde?nitely until either an opera 
tional disorder makes it imperative to continue the 
“temporary storing” mode of operation or the supply of 
further material ceases so that there is a net removal of 
material from the temporary storage device. This is 
illustrated in the ?gures parts 6]) to 62. 

In the “removal from temporary storage” mode of 
operation, as is the case with “temporary storage” the 
continuous lifts and the basket each alternately perform 
one step between the steps of the longitudinal conveyor 
device, but with the difference that the steps of the 
basket 4 are downwards. The longitudinal conveyor 
device in this case only has its output section in opera 
tion so that there is no supply of further material. The 
transfer device again operates following one step of the 
continuous lifts with each step of the longitudinal con 
veyor device. As will be seen from the ?gures parts 6p 
through 62 one workpiece after the other is moved by 
the continuous lift 10 within the reach of the continuous 
lift 11 and the removed from the temporary storage 
device until the last, in this case the eighth workpiece is 
removed, as is indicated in the ?gure part 62. 
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From the diagram of ?gure 6 it will be readily seen 

that the workpieces in each case are discharged from 
the temporary storage device in the same order in 
which they were placed in it and that the workpieces 
are not turned over so that the side of the workpieces 
turned upwards will also be turned upwards when the 
workpieces leave the temporary storage device. 
The above description relates simply to a preferred 

working example of the invention with two parallel 
continuous lifts. It would however naturally be possible 
to redesign the apparatus with a larger number of pairs 
of continuous lifts with for instance four or six or even 
more continuous lifts in order to increase the capacity 
of the temporary storage device. In this case the placing 
into temporary storage and the removal therefrom there 
will be a movement of the basket after each of the num 
ber, corresponding to the number of temporary storage 
paths, of steps of the longitudinal conveyor device. 

I claim: 
VI. A method for conveying workpieces in sequence 

along a conveying path in a step-by-step fashion for 
buffering workpieces, comprising the steps of: 

diverting the workpieces from the conveying path to 
and along at least one loop path temporary storage 
device having two temporary storage paths mov 
ing the two temporary storage paths in opposite 
directions to one another, changing a length of 
each said temporary storage path jointly depending 
upon an increase or a decrease in a degree of ?lling 
of said temporary storage device, whereby after 
two steps of the conveying path for each loop path, 
the temporary storage device is moved by one step 
when the temporary storage paths thereof are sta 
tionary and, after each movement of the temporary 
storage paths with the temporary storage device 
being inactive, transferring of the workpieces from 
an end of one temporary storage path to an end of 
another temporary storage path takes place, said 
transferring taking place parallel to the conveying 
path. 

2. The method as claimed in claim 1, further includ 
ing maintaining the length of the temporary storage 
paths is kept the same by omitting temporary storage 
device motion of the temporary storage device while 
the temporary storage device is at the same level of 
?lling. 

3. The method as claimed in claim 1 wherein the step 
of changing includes extending the length of each tem 
porary storage path when the filling of said temporary 
storage device is increased and the length of each tem 
porary storage path is shortened when the filling of said 
temporary storage device is decreased. 

4. An apparatus for a conveyance of workpieces, 
comprising: »~ 

a longitudinal conveyor device; 
a temporary storage device arranged transversely to 

said longitudinal conveyor device; 
a basket through which said longitudinal conveyor 

device extends; 
means for moving said basket at a right angle to said 

longitudinal conveyor device; 
a transfer device mounted on said basket; 
slidingly mounted workpiece carriers; 
at least two continuous lifts arranged in a parallel 

relationship to a direction of motion of said basket, 
said at least two continuous lifts being mutually 
offset in a direction of motion of said longitudinal 
conveyor device with said continuous lifts being 
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adapted to have sides thereof aligned with a longi 
tudinal conveying direction ?tted with the slid~ 
ingly mounted workpiece carriers, said workpiece 
carriers intersecting said longitudinal conveyor 
device within a zone of side ends of said longitudi 
nal conveyor device, said workpiece carriers being 
capable of being shifted by means of the transfer 
device in opposite directions, parallel with said 
longitudinal conveyor device, through a distance 
equal to a spacing between said continuous lifts; 
and, 

means for driving said continuous lifts in opposite 
directions. 

5. The apparatus as claimed in claim 4 comprising a 
tower in which said basket is able to be moved upwards 
and downwards, said longitudinal conveyor device 
being adapted to run through said tower, the height of 
said tower exceeding the height of the basket at least by 
the length of a straight run of the continuous lifts, said 
longitudinal conveyor device being arranged with a 
?oor clearance which is at least equal to the length of 
the said straight run of the continuous lifts. 

6. The apparatus as claimed in claim 5 wherein the 
tower has a rectangular cross section with corners at 
which there are lifting chains connected with corners of 
said basket; which also has a rectangular cross section, 
said chains being trained over bend means at a top end 
of said tower. 

7. The apparatus as claimed in claim 6 further com 
prising rollers and columns at the corners of said tower, 
said columns having inner edges on which preferably 
adjustably mounted guide rails are mounted on which 
said rollers on the corners of the basket run, said rollers 
being arranged at a right angle to each other. 

8. The apparatus as claimed in claim 7 comprising at 
least one bevel drive connecting said continuous lifts 
which are arranged opposite to each other, said bevel 
drive having one input and two outputs. 

9; The apparatus as claimed in claim 8 comprising 
support rails mounted on said continuous lifts so as to 
extend in the longitudinal conveyor direction and fur 
thermore endless runners on which said support rails 
are mounted, said runners being arranged to change in 
direction at the top and lower ends of said basket, said 
workpiece carriers being slidingly mounted on said 
support rails. 

10. The apparatus as claimed in claim 9 wherein the 
continuous lifts each have two runners, which are oppo 
site to each other in relation to the longitudinal con 
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14 
veyor device, said runners with said support rails being 
arranged in pairs. 

11. The apparatus as claimed in claim 10 wherein said 
workpiece carriers are provided with lateral rollers 
running between two respective support rails. 

12. The apparatus as claim in claim 11, further com 
prising associated rollers for the workpiece carriers 
wherein the support rails of a runner of the continuous 
lifts and the associated rollers of the workpiece carriers 
have mutually complementary cross-sections. 

13. The apparatus as claimed in claim 12 further com 
prising a holding element for said workpiece carriers 
and guide rails, with each of said guide rails having a 
guide channel for the holding element running into said 
channel, wherein the workpiece carriers, within a zone 
de?ned between points of change of direction of said 
continuous lifts and an upper end and a lower end of 
said basket, are secured by the guide rails so as to pre 
clude displacement of the workpiece carriers from the 
associated support rails. 

14. The apparatus as claimed in claim 13, further 
comprising counter-holders being ?tted on said work 
piece carriers wherein said transfer device is in the form 
of a circulating member encircling said two continuous 
lifts, said circulating member being ?tted with drivers 
and adapted for engagement with, and disengagement 
from, said counter-holders by at least one of said contin 
uous lifts. 

15. The apparatus as claimed in claim 14, wherein 
said longitudinal conveyor device is provided in the 
form of a belt guide being formed by laterally offset 
belts, said longitudinal conveyor device having at least 
one interruption therein at each continuous lift so that 
said workpiece carriers are able to be by-passed without 
colliding. 

16. The apparatus as in claim 15 wherein the work 
piece carriers have at least one transverse beam extend 
ing over a breadth of the basket and passing through the 
interruptions in the longitudinal conveyor device said 
beam mounting support bars able to be moved between 
the belts of the belt guide forming the longitudinal con 
veyor device. 

17. The apparatus as claimed in claim 16 wherein the 
driving means associated respectively with the basket, 
the continuous lifts, the transfer device and the longitu 
dinal conveyor are in the form of separate drive units 
able to be operated in steps. 
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